STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 File#: 69.25B
(707) 649-5453 ' '

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000858
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 10-Oct-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0820

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other Component: Bikepath Assembly BK004A5

Procedural [ Procedural [J Description: Missed UT Indication by QC

Reference Description: QA found 2 missed UT indications after ZPMC had tested and accepted these weld
in bikepath assembly BK0O04A5

Description of Non-Conformance:

During the Quality Assurance (QA) Ultrasonic Testing (UT) review of welds located on the Bike Path, these

QA Inspectors discovered the following issues:

-Two (2) Class“A” indications measuring approximately 25-30mm in length.

-The welds are Compl ete Joint Penetration butt joints joining the stiffener to stiffener.

-The indication details are given as below:

1. The Indication rating is +3dB and length approximately 25mm.

The nominal thickness of the plate is 10mm and depth of the indication approximately 6mm.

Theindication islocated on the weld joint identified as BK004A5-001-112.

The“Y” location for this indication is approximately 50mm from top edge of the stiffener.

The weld is a Complete Joint Penetration (CJP) butt weld joint splice of stiffener (BKX7) to stiffener (BKX7).

2. The Indication rating is +8dB and length approximately 30mm.

The nominal thickness of the plate is 10mm and depth of the indication approximately 8mm.

Theindication islocated on the weld joint identified as BK004A5-008-122

The“Y” location for this indication approximately 50mm from deck plate.

The weld is a Complete Joint Penetration (CJP) butt weld joint splice of stiffener (BKX7) to stiffener (BKX7).

-Theindications are clearly marked by the QA Inspectors near the weld.
- The OBG Bike Paths are located in the inside of fabrication bay 19.

The Notice of Witness Inspection Number (NWIT) is 006908. The indications are located within the area that
has been previoudly tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

documents, ZPMC’s QC personnel are required to perform 100% UT inspection of thisweld.
Applicablereference:

AWS D1.5-2002, Section 6, Table 6.3; “ Specifies a class A indication as having adb rating of +10 and lower
for weld thicknesses 8mm through 20mm.”

Special Provisions Section 8.3; “Quality Control (QC) shall be the responsihility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

Who discovered the problem:  Vibin Kumar S. and Subhasis Bera

Name of individual from Contractor notified: Peng Wen Jan

Time and method of notification: 1500 hours, 10/10/10, Verbal

Name of Caltrans Engineer notified:  Laraine Woo, Ching Chao

Time and method of notification: 1500 hours, 10/11/10, Email

QC Inspector's Name: XuTao

Was QC Inspector awar e of the problem: L] Yeslvl No

Contractor's proposal to correct the problem:

N/A

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 12-Oct-2010
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-SF-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000815
Subject: NCR No. ZPMC-0820

Reference Description: QA found 2 missed UT indications after ZPMC had tested and accepted these weld in bikepath assembly BKO0O4AS5

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Bike Path Lift:
Remarks:
During the Quality Assurance (QA) Ultrasonic Testing (UT) review of welds located on the Bike Path, Caltrans QA Inspectors
discovered the following issues:
-Two (2) Class“A” indications measuring approximately 25-30mm in length.
-The welds are Complete Joint Penetration butt joints joining the stiffener to stiffener.
-Theindication details are given as below:
1. The Indication rating is +3dB and length approximately 25mm.
The nominal thickness of the plate is 10mm and depth of the indication approximately 6mm.
Theindication islocated on the weld joint identified as BK004A5-001-112.
The“Y” location for thisindication is approximately 50mm from top edge of the stiffener.
The weld is a Complete Joint Penetration (CJP) butt weld joint splice of stiffener (BKX7) to stiffener (BKX7).
2. TheIndication rating is +8dB and length approximately 30mm.
The nominal thickness of the plate is 10mm and depth of the indication approximately 8mm.
Theindication islocated on the weld joint identified as BKO04A5-008-122
The“Y” location for this indication approximately 50mm from deck plate.
Theweld is a Complete Joint Penetration (CJP) butt weld joint splice of stiffener (BKX7) to stiffener (BKX7).
-Theindications are clearly marked by the QA Inspectors near the weld.
- The OBG Bike Paths are located in the inside of fabrication bay 19.
The Notice of Witness Inspection Number (NWIT) is 006908. The indications are located within the area that has been previously
tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC's QC personnel are required to
perform 100% UT inspection of thisweld.
Action Required and/or Action Taken:
Propose aresolution for thisidentified non-conformance with revised procedures to prevent future occurrences. A response for the
resolution of thisissue is expected within 7 days.

ogral " 05.03.06-000815,NCT
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NCT
( Continued Page 2 of 2 )

Transmitted by: Laraine Woo Transportation Engineer
Attachments: ZPMC-0820

ccC: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao, Bill Casey
Filee 05.03.06
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Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120/ Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 28-Oct-2010

333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.2/ 13.9
Attention: Siegenthaler, Peter Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000819 Rev: 00
Ref: 05.03.06-000815

Subject: NCR No. ZPMC-0820

Contractor's Proposed Resolution:

Reference Resolution: ABFJV has noted which inspector was responsible for the missed indication and is monitoring his performance as
well as all inspector performance.

“Please see ZPMC’s comments. In addition to the repairs and NDT performed, ABFJV has noted which inspector was responsible for the
missed indication and is monitoring his performance as well as all inspector performance, if he continues to miss indications disciplinary action
will be undertaken. Based on these actions, ZPMC requests closure of this NCR.”

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000819R00;

Caltrans' comments: Status: CLO
Date: 31-Oct-2010

Contractor repaired and provided acceptable NDT records to close the issues. The proposed resolution is acceptable. This NCR is closed.

Submitted by:  Woo, Laraine Date: 31-Oct-2010
Attachment(s):
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@ No. B-920
LETTER OF RESPONSE

TO: American Bridge/Flour

DATE: 2010-10-27

REGARDING:NCR-000840{ZPMC-0802)NCR-000847(ZPMC-0809)
NCR-000849ZPMC-0811)NCR-000858(ZPMC-0820)
NCR-000861({ZPMC-0823)NCR-000862(ZPMC-0824)
NCR-000866(ZPMC-DE28)NCR-000868( ZPMC-0830)
NCR-000869(ZPMC-0831)

ZPMC-0802

These welds were designated to be PJP welds and no UT is required. The NWIT were submitied
due to the internal fault between the floor QC & NDT operator of ZPMC. ZPMC is providing the
MT records to show the aceeptance of these welds and is requesting closure of this NCR.

ZPMC-0809

ZPMC acknowledged the indication was missed and has issued an internal NCR to address this
problem. ZPMC has repaired the mdication and is providing the NDT record 1o show the
acceptance of this weld, Based on this, ZPMC is requesting closure of this NCR.

ZPMC-0811

ZPMC acknowledged the indications were missed and has issued an internal NCR 1o address this
problem. ZPMC has repaired the indications and is ;;ruviding the NDT records to show the
acceptance of the welds. Based on this, ZPMC is requesting closure of this NCR.
ZPMC-0820

ZPMC acknowledged the indications were missed and has issued an internal NCR 1o address this
problem. ZPMC has repaired the indications and is providing the NDT records to show the
acceptance of the welds. Based on this, ZPMC is requesting closure of this NCR.

ZPMC-0823

ZPMC acknowledged the indication was missed and has issued an internal NCR to address this
problem, ZPMC has repaired the indication and is providing the NDT record to show the
acceptance of this weld. Based on this, ZPMC is requesting closure of this NCR,

ZPMC-0824

ZPMC acknowledged the indication was missed and has issued an intermal NCR to address this
problem. ZPMC has repaired the indication and is providing the NDT record to show the
aceepltance of this weld, Based on this, ZPMC is requesting closure of this NCR,




ZPMC-0R2R

ZPMC acknowledged the indication was missed and has issued an intemal NCR 1o address this
problem. ZPMC has repaired the indication and is providing the NDT record 1o show the
acceptance of this weld. Based on this, ZPMC is requesting closure of this NCR.

ZPMC-0830

ZPMC acknowledged the indication was missed and has issued an internal NCR 1o address this
problem, ZPMC has repaired the indication and is providing the NDT record to show the
acceptance ol this weld, Based on this, ZPMC is requesting closure ol this NCR.

ZPMC-0831

ZPMC acknowledged the indication was missed and has issued an internal NCR 1o address this
problem. ZPMC has repaired the indication and is providing the NDT record to show the
acceptance of this weld. Based on this, ZPMC is requesting closure of this NCR.

ATTACHMENT:
NCR-000840(ZPMC-0802)
B7R7-MT-28327
NCR-000847(ZPMC-0809)
BTRT-MT-28711 R
NCR-000849(ZPMC-0811)
B7R7-MT-30018 R1
B7R7-MT-28314 R1
NCR-000858(ZPMC-0820)
B787-UT-16620 R1
B787-UT-16622 R1
NCR-000861(ZPMC-0823)
B787-MT-11297 R
NCR-000R62{ZPMC-0824)
T787-UT-3371 R1
NCR-000866{ZPMC-0828)
B787-UT-16173 R]
NCR-000868(ZPMC-0830)
B787-UT-17146 R1
NCR-000869(ZPMC-0831)
B7R7-UT-16232 R1
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arold Schwarzonegger, Gi:;mrrlnr

DEPARTMENT OF TRANSPORTATION e
DIVISION OF ENGINEERING SERVICES 7 5
Office of Struciural Materials '-I;:,:* =
Quality Assurance and Source Inspeclion s e
Contract #: 04-0120F4
Bay Area Branch i : FREDSy
90 Walnul Ave.St, 150 Cty: SF/ALA Rie: 80 PM: 13.2/13.9
Valigjo, CA B4582-1133 R s
T e File#: 69.25B
(T07) 648-5493
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Loeation: Changxing Islund, Shanghai, China Report No: NCR-000840
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 16-Sep-2010

Submitting Contractor: Zhenhua Port Machinery Company, Lid (ZPMC), Changxing Island NCR #: ZPMC-0802

Type of problem:

Welding L! Conecrete [ Other "2

Welding L] Curing L] Procedural [ Bridge No: 34-0006

Joint fit-up ] Coating ] Other Component: Segment 13BE and 13CE

Procedural [ Procedural [ Deseription: Missed UT indications

Reference Description: QA found UT indications on Segment 13 LD alter ZPMC had tested and accepted
the welds

Deseription of Non-Conformance:

During the Quality Assurance (QA) Ulirasonic Testing (UT) review of welds located on Orthotropic Box

Girder (OBG) segment 13BE and 13CE, this QA Inspector discovered the following issues:

-Three (3) longitudinal linear class “A" rejectable indications measuring approximately 180mm=260mm in

length.

~The welds are identified as LD3028-001-031, LD3027-001-026 und LD3030-001-053,

-Material thickness for all joints is 30mm.

~The indication db rating for joint LD3028-001-031] is u 6.

~The indication db rating for joint LD3027-001-026 is o=, 4 —

-The indication dbs rating for joint LD3030-001-053 is 0 -5,

-The depth of the indications are from 20mm=~23mm deep.

-The Weld LD3028-001-031 is joining longitudinal disphragm (X3682A) to lifiing Lug.

-The Weld LD3027-001-026 is joining longitudinal diaphragm (X3684B) to lifling Lug.

-The Weld LD3030-001-053 is joining longitudinal diaphragm (X3685A) to lifiing Lug.

-All Welds are Complete Joint Penetration (CJP) “T" joint.

-All welds are Seismic Performance Critical Members (SPCM).

-The Y distance for joint L.D3028-001-031 is 110mm from bottom cope hole.

-The Y distance for joint LD3027-001-026 is 40mm from botiom cope hole.

-The Y distance for joint LD3030-001-053 is 700mm [rom bottom cope hole.

-The indications are elearly marked on or near the weld.

-All components are located in [abrication Bay#3.

The Notice of Witness Inspection (NWIT) No. is 006680, The indications all joints are located within an area

previously tesied and aceepted by ZPMC Quality Control (QC) personnel.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

{ Continned Page 20f 2 )

Applicable reference:
AWS D1.5-02 Section 6; Table 6.3 specifies a class “A™ indication as having a rating of 8d and under for
material thicknesses 21lmm through 38mm.

Special Provisions Section 8.3; “Quality Control (QC) shall be the responsibility of the Contracior. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding. during
welding, and afier welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”™

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Chen Jivei

Time and method of notification: 1330 hours, 09-16-10, Verbal

Name of Caltrans Enginecer notified:  Laraine Woo

Time and method of notifieation: 1500 hours, 09-18-10, Verbal

QC Inspector's Name: Lay Tao

Was QC Inspector aware of the problem: L] Yes 4 No

Contractor's proposal to correct the problem: - o -
NIA

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
cancerning repairs or remedial efforts please contact Mazen Wahbeh, (818) 292-0659. who represents the
Office of Structural Materials for your project.

_— %
Inspected By: Tsang.Eric SMR

Reviewed By: Wahbeh, Mazen SMR

'hz_ The 13 (hmaliey Axsuramnce = Non=Uonformance Repors Page 2of 3
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REEPORT OF MﬁGHETle PARTICLE EXAMINATION
i B M 18
REPORT NO. {56 B787-MT-28327 DATEIIWI 2010.10.16 PAGE OF B 11 Revision No: 0
PROJECT ND. CONTRACTOR: .
.7
TR ZP0B-787 g CALTRANS
Innnwms NO. LD3028/3027/3030 CALTRANS CONTRACT NO.:
: D4-0120F4
4 LONGITUDINAL DIAPHRAGM I L
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE HO. CALIBRATION DUE DATE
10 i-d Rrme L B AT R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2010
EQUIPMENT & 2 MANUFACTURER Wi MODEL NO. Hlige SERIAL NO. HHEig Y
|r.'rr YOKE PARKER DA-400S 17372
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
Bk 7 o R e b i ag
AR TR B4 ] T0~1580mm
MATERIAL TO BE + WELDING #f &4 M thick
aterial & thickness A708 "
EXAMINED O CASTING ¥ M, B
o O FORGING i 25mm
|wELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
g S
—_— DISCONTINUITY A<i5 k4
WELD 1.D. TENeTT ]  ACCEPT REJECT REMARKS
U oAy INDICATION TYPE i ™ i ik
i Sm
LD3028-001-031 ACC. 100%IT
LD3027-001-026 ACC. 1 O0%MT
LD3030-001-053 ACC, 100%MT
BLANK
EXAMINED BY £4% REVIEWED BY i f

__%m Wﬂf'y

Wang Wei

ILEVEL -1l SIGN Eé /| DATEEMN|

velo- [2-/l

[

LEVEL-Il  SIGN

| DATERW )ofp. jo.1b

(FORM# ZPQC-MTD1)

HitEE / acm
!
Iﬁii!mij.'ﬂmnms %le-to:1b

M/ CUSTOMER

|5 SIGN / H Il DATE




STATE OF CALIFORNIA-BUSINESS TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Matorials

Quality Assurance and Source Inspaction

Bay Area Branch s
690 Walnut Ave.St. 150 Cry: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA B4592.1133 - ) 5

(707) 648-5453 File #i:  69.25B

{707) B49-5403

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Loeation: Changxing Island, Shanghai, P.R. China Report No: NCR-000847

Prime Contractor: American Bridge/Fluor Emterprises, a JV Date: 23-Sep-2010

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0809
_—

Type of problem:

Welding Ll Conerete [ Other

Welding  [J Curing L Procedural [ Bridge No:  34-0006

Joint fit-up ] Coating ] Other Component: Bikepath BKO04A-010

Procedural [ Procedural [ Description: Missed MT Indication by QC

Reference Description: QA found a missed MT transverse crack after ZPMC had tested and accepted the
weld in the Bikepath

Description of Non-Conformance:

During the Quality Assurance (QA) Magnetic particle Testing (MT) review of welds located on OBG Bike

path BKOO4A-010, this QA Inspector discovered the following issue:

-One transverse crack that measured approximately [0mm in length,

~The weld is identified as BKO0O4AB-010-092,

-The weld is a Partial joint penetration (PJP) T joint. joining the Stringer plate (BKX9C) 1o the End diaphragm

platc (BKX11GA). !

<The ¥ Location is 100mm from the bearing plate.

-The OBG Bike path is located in BAY#19, s " —

-This crack is clearly marked on the material on/near the weld,

-This weld joint is designated as Non-Seismic performance critical (Non-SPCM) weld member.

-The Notice of Witness Inspection Number (NWIT) is 00673 1.

~The crack is located within the area that has been re-tested and accepted by ZPMC Quality Control (QC)

subsequent to the heat straightening procedure.

.h’-’- Tt 3 Chunfity Assrorstitce = New=Craiformimnce feprt Page § of 2




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

{ Comtined Page 2 of 2 )

S Approximately 10
o Transverse Crack '

Applicable reference:

Applicable reference: Special Provisions Section 8.3 — *Quality Control (QC) shall be the responsibility of the
Contractor. As a minimum, the Contractor shall perform inspection and testing of each weld Jjoint prior to
welding, during welding. and afier welding as specified in this section and to ensure that materials and
workmanship conform to the requirements of the contract documents.”

AWS D1.5 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks.

Who discovered the problem:  Chandra Sudalaimuthu

Name of individual from Contractor notified: Peng Wen Jun

Time and method of notification: 1100 howrs, 09/23/10. Verbal

Name of Caltrans Engincer notified:  Laraine Woo

Time and method of notifieation: 0800 hours, 09/24/10, Verbal

QC Inspector's Name: Xu Tao

Was QC Inspector aware of the problem: L] Yes ¥ No

Contractor's proposal to correct the problem: S -
NIA

Comments:

This report is lor the purpose of determining conformance with the contriet documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, ~(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

e —_————————————___——————
Inspected By:  Tsang.Eric SMR
Reviewed By:  Wahbeh, Mazen SMR
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REPORT OF MAGNETIC, PARTICLE EXAMINATION
1
o 2 e M 4 45
REPORT NO. il {4 B787-MT-28711R DATEH Il 2010,10.45 PAGE OFI# 11 Revision No: 0
PROJECT NO. CONTRACTOR, ——
TEEY: ZPOs-TaT e CALTRANS
lorawing NO. BKAA CALTRANS CONTRACT NO.:
/ 04-0120F4
—-— e TR
|REFERENCING CODE ACCEPTANCE STANDARD _|PROCEDURE D, CALIBRATION DUE DATE
£ ATER B B (A AN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 e
EQUIPMENT &% MANUFACTURER ffift 1§ MODEL NO. #3lig 8 SERIAL NO. iEHR S
IMT YOKE KOREA MP-AZL MP1193
MAGNETIZING METHOD Continuous magnetic yoka _|CURRENT
LA AR i A
PARTICLE TYPE By Teagnet povar YOKE SPACING
9 ey — 245 i T0~150mm
MATERIAL TO BE v WELDING #0454 Material & thickness
ATDS )
EXAMINED O CASTING #H} B e
R O FORGING 1Rt 10M6mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
1048 75 8 g
. DISCONTINUITY i 44
D. e ACCERT REJECT REMARKS
LENGTH IN
Eiia ) INDICATION TYPE em | &= e it
it #
BKO04A8-010-092 1R1 ACC. 100%MT

AFTER B-CWR1952 REVD

(FORM# ZPOC-MTO1)

BLANK
R BY Wi
AV Hai
lever-n signE& 1 oatgEm - [o. [or(§ LEVELHl _ SIGN | DATEEMN ?f'fetfa.i;;
RS / QCM = ! T CUSTOMER e
: A
i'—?iﬁmammm 90 /0. o |C ¥ SIGN / EJi DATE
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarrenegger, Governor

DEPARTMENT OF TRANSPORTATION I,
DIVISION OF ENGINEERING SERVICES %
Office of Structural Materials B :'I_'.'g
Quality Assurance and Source Inspection B e
Contract #: 04-0120F4
Bay Area Branch B R
690 Walnut Ave St 150 Cry: SF/ALARte: 80 PM: 13.2/13.9
Vailejo, CA 945082-1133 ax 3 -
(707) 649-5453 File #: 69.25B
(707) 648-5483
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, P.E. China Report No: NCR-000849
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 25-8ep-2010

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0811
—_—

Type of problem:

Welding [l Conerete [ Other
Welding L] Curing L} Procedural LI Bridge No:  34-0006
Joint fit-up ] Coating L1 Other ¥/ Component: Bikepath Assembly BKO04A6-008 and BKOO4A3-01

Procedural L1 Procedural U] Deseription: Missed MT cracks by QC

Reference Description: QA found a missed MT transverse crack and MT longitudinal crack after ZPMC had
tested and accepted the welds in Bikepath Assembly

Description of Non-Conformance:

During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Bike Path 008,

this QA Inspector discovered the following issues:

-One Longitudinal linear crack in the weld measuring approximately 1 5mm in length,

-The weld is identified as BK004A6-008-080.

-The weld is partial joint penetration (PJP), joining the End Diaphragm plate idemified as BKX11G 1o the

Deck Plate identified as BKPL1A. :

-This weld joint is designated as Non-Seismic performance critical (Non-SPCM) weld member,

-The crack is clearly marked on the material near the weld. ek -y

-The OBG Bike Path 008 is located in Bay #19,

The Notice of Witness Inspection Number (NWIT) is 006765, The indication is located within an area

previously tested and accepted by ZPMC Quality Control (QC) personnel.

Quality Assurance (QA) Magnetic Particle Testing (MT) review of fillet welds located on OBG bike path
BKOO4A-018. this QA Inspector discovered the lollowing issues:

~One (1) transverse crack found on the weld measuring approximately 6mm in length.

<Y location of the indication is measured w be 2160mm,

-The crack is clearly marked on the weld joint,

~The weld is identified as: BK004A3-018-032.

-The Weld is a fillet weld joining the stringer plate (8C) to the deck plate of bike path.

-The member is located in bay 11,

The Notice of Witness Inspection Number (NWIT) is 06769, The indication is located within the area that has
been previously tested and accepted by ZPMC Quality Control (QC) personnel.

'h,_' -1 5, andiey stosursnnce — NomsCongfprmiiice Ropuor Pouse 0 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

f Continred Page 2 of 3 )

Deck plats BKPLTA
L09/25/110 152 i . - ! 09/25/10 16:09

“BX004A6.008-08D

Applicable reference: ;
Special Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum. the Contractor shall perform inspection and testing ut‘ cach weld joint prior to mlding. during
welding, and afier welding as specified in this section andto enstre that materials and workmanship conform
1o the requirements of the contract documents.”

AWS D1.5 (02) Section 6.26.2 - “Welds that are subject to MT in addition to visual inspection shuil have no
cracks.

Who discovered the problem:  Nagalingam Pandaram Pillai & Umesh D. Gaikwad

Name of individual from Contractor notified: Peng Wen Jun and Zhao Xian He

Time and method of notification: 1715 hours. 09/25/10. Verbal

Name of Caltrans Engineer notified:  Laraine Woo

Time and method of notification: 1600 hours, 09/26/10. Email

QC Inspector's Name: Xu Tao and Weng Cheng Xin

Was QC Inspector aware of the problem: L) Yes 4] No
Contractor's proposal to correet the problem:

NIA

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should vou require recommendations

'h-"-,- Tl 3. Chualits: Asynrece — Non=Confomange Kepos Prge 2ol 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

{ Conthnedd Page 3 0f 3 )

concerning repairs or remedial effonts please contuet Mazen Wahbeh, -(86) 134.7247.7571, who represents the
Offce of Srructural Materials for your project.

Inspected By:  Tsang,Erie SMR

Reviewed By: Withbeh Mazen SMR
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e - v T N REPORT OF MAGNETIC PARTICLE EXAMINATION |
—T — R L ok Ubi R
REPORT NO. #i{785 Y BTE7-MT-30016R1 DATELIN 201010156 PAGE OFHLES 11 Revision Mo, 0
PROJECT NO. CONTRACTOR: il
ZPOG-TAT
THEY: il P HALTRANS
[E— SReA CALTRANS CONTRACT NO.;
o D4-0120F4

(iR bilie path U TR

REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBERATION DUE DATE

E R F R 52 e FIFR i B 0 7 M

AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dec. 28" 2010

EQUIPMENT % MANUFACTURER ff i i MODEL NO. B85 SERIAL NO. S &E &

MT YOKE KOREA MP-AZL MP1193

MAGNETIZING METHOD Continuous magnetic rn}‘n CURRENT

frsse Bt il e

MATERIAL TO BE Y WELDING #4048 f%

l Material & thickness ATOSM.345T2-X

EXAMINED O CASTING #{% (GEe AL

FoFibet ! O FORGING il 6/25mm

WELDING PROCESS TYPE OF JOINT

SMAW T-JOINT
i MR
- DISCONTINUITY Fi s o
WELD 1D. SNy et REJECT REMARKS
MR INDICATION TYPE R Tl pfed
{ir Wy
BHO04AG-008-080 1R1 ACC, 1 DO%MT
AFTER B-WR15535
BLANK

{EXAMINED BY 4% REVIEWED BY H;

Xu Hua:imn_xﬂ_mﬂ_x_mﬁ_ A WE

LEVEL-Il SIGNZEZ£ /| DATEH &ofo\ Jo,)C LeveL/ siGn | DATERMW @c.,f, _Jou¢
It / acm " Al FCUSTOMER i

LU llpn Kl
EF mmd E 10l DATE 2,-.:./0  Jo f 4T SIGN/ B )i DATE

(FORM# ZPQC-MTO1)




REPORT OF MAGNETIC PARTICLE EXAMINATION
f
86 P I 5
REPORT NO. il {#5 & BYE7-MT-28314R1 DATEH W 2010.10.25 PAGE OF LR 11 Revision No: 0
PROJECT NO, CONTRACTOR: - T
ZP06-
TERS: 6-767 s CALTRAMNS
DEAWING O, ARG CALTRANS CONTRACT NO.:
04-0120F4

e BIKE PATH I B

REFEREMCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE

2.4 40 7 4 ) &SRR BFRY e B TEAT N

AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dec. 28%" 2010

EQUIPMENT & # MANUFACTURER i i MODEL NO. #:lins SERIAL NO. itHEig e

MT YOKE PARKER DA-400S 17365
1HAGNET?2INE METHOD Continuous magngtic FD'{H CURRENT

WLk M i Akt

PARTICLE TYPE D]? magnet Pﬂ'ﬂ'ﬂﬂr YOKE SPACING

T0~1580mm
il 4 224 THH T 4]
MATERIAL TO BE + WELDING #7484
Material & thickness AT0SM-345T2-X

EXAMINED O CASTING H i LI

B#EHH O FORGING i 10/MEmm

WELDING PROCESS TYPE OF JOINT

FCAW T JOINT
PRI poles -3l
DISCONTINUITY 4+ 1847
WELD |.D. TEneTi N mm] ACCEPT REJECT REMARKS
B INDICATION TYPE 1 - i #ik
{5 ey
BKOD4A3-018-052 1R1 ACC. 100%MT
AFTER B-CWR 1854 REVD
BLANK

1E](AHIHED BY 44 REVIEWED BY fi§

Di Kunlun

LEVEL -1l SIGN & [ DATEEW JLEVEL-Il SIGN /I DATEB M

it / QcMm H FCUSTOMER
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STATE OF CALIFORNIA-BUSINESS TRANSPORTACTION AND HDUSJNG AGENEY

Amold Schwarzenagger, G:;uernur

DEFARTMENT OF TRANSFURTATIDN
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspaclion

Bay Area Branch

;*’.":'.'ﬂ-.‘l
ll,‘:“, o4

Contract #: 04-0120F4

600 Walnut Ave St 150 Cry: SE/ALARte: 80 PM: 13.2/13.9

Vallejo, CA 84592-1133
(707) 649-5253
(707) 648-5483

File #: 69.25B

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Loeation: Changxing Island, Shanghai, P.R. China
Prime Contractor: American Bridge/Fluor Enterprises, a JV

Report No: NCR-000858
Date: [0-Oct-2010

Submitting Contractor: Zhenhua Port Machinery Company, Lid (ZPMC), Changxing Island ~ NCR #: ZPMC-0820

Type of problem:

Welding L] Conerete [ Other ¥
Welding L] Curing O Procedural 1 Bridge No:  34-0006
Joint fit-up [] Coating [l Other Component: Bikepath Assembly BKOD4AS

Procedural [ Procedural [J Desecription: Missed UT Indication by QC

Reference Deseription: QA found 2 missed UT indications after ZPMC had tested and accepted these weld
in bikepath assembly BKOO4AS

Description of Non-Conformance:

During the Quality Assurance (QA) Ultrasonic Testing (UT) review of welds located on the Bike Path, these

QA Inspectors discovered the following issues:

-Two (2) Class "A™ indications measuring approximately 25-30mm in length,

-The welds are Complete Joint Penctration butt joints joining the stiffener to stiffener.

-The indication details are given as below:

1. The Indication rating is ~3dB and length approximately. 25mm. —

The nominal thickness of the plate is 10mm and depth of the indication approximately 6mni,

The indication is located on the weld joint identified as BKO04A5-001-112.

The *Y" location for this indication is approximately S0mm from top edpe of the stiffencr.

The weld is a Complete Joint Penetration (CJP) butt weld joint splice of stiffener (BKX7) to stiffener (BKX7).

2. The Indication rating is ~8dB and length approximately 30mm.

The nominal thickness of the plate is 10mm and depth of the indication approximately Bmm.

The indication is located on the weld joint identified as BKO0O4A35-008-122

The "Y™ location for this indication approximately S0mm from deck plate,

The weld is 1 Complete Joint Penetration (CJP) butt weld joint splice of stiffener (BKX7) to stiffener (BKXT).

-The indications are clearly marked by the QA Inspectors near the weld.
- The OBG Bike Paths are located in the inside of [abrication bay 19,

The Notice of Witness Inspection Number (NWIT) is 006908, The indications are located within the area that
has been previously tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract

'h,“ TL-LS, Dricrlinr Awervinriie — Newr-Confinmimice Repart e




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

{ Continued Page 2of 2 J

documents, ZPMC's QC personnel are required 1o perform 100% UT inspection of this weld,

Applicable reference:

AWS D1.5-2002, Section 6, Table 6.3; “Specifics o class A indication os having a db rating of =10 and lower
for weld thicknesses 8mm through 20mm.”

Special Provisions Section 8.3; “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and afier welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.™

Who discovered the problem:  Vibin Kumar S. and Subhasis Bera

Name of individual from Contractor notified: Peng Wen Jan

Time and method of notification: 1500 hours, 10/10/10, Verba!

Name of Caltrans Engineer notified:  Laraine Woo, Ching Chao

Time and method of notification: 1500 hours, 10/11/10, Email

QC lnspector's Name: Xu Tao

Was QC Inspector aware of the problem: I ves 4 No

Contractor's proposal to correct the problem:

NIA

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations, Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, ~(86) 134,7247.7571, who represents the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR
Reviewed By:  Wahbeh,Mazen . SMR
- ad i
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REPORT OF ULTRASONIC EXAMINATION

UTH G 55

REPORT NO. {H{58'} B787-UT-165620R1 DATE 2010.10,27 PAGE 1 GF1 Revislon No: 0
PROJECT NO. : | Ik}, ZPOB-787 CONTRACTOR : CALTRANS
[ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT ND.: 04-0120F4
BIKE PATH BKO04-008
B & M4 i A

REFERENCING CODE * 1% i
AWS D1.5-2002

ACCEPTANCE STANDARD &3 byt

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. F/# %5

ZPQC-UT-01

WELDING PROCESS IV H: ik

JOINT TYPE L&Y

CALIBRATION DUE DATE {2 bz b 1 & m

SMAW BUTT Dec. 28" 2010
EQUIPMENT ill & MANUFACTURER 2. il MODDEL NO, {f30ast} SERIAL NO. 17484
UT SCOPE AMERICA EPOCH 48 071565511
CALIBRATION BLOCK idH: COUPLANT K2l MATERIALITHICKNESS H LI
AWS IW BLOCK TYPE I C.M.C ATOOM-345T2 10mm
TRANSDUCER #
MANUFACTURER ANGLE FREQUENCY SBIZE MANUFACTURER] AMNGLE FREQUENCY SIZE
S 1M iz LU ) B iy firit i Rt
AMERICA 70" 2.25MHz D.75%0,625in
Reference Level 40 3 B 20dB
Base metal inspected per AWS D1.5-2002 Section 6.18.5 0® UT OK.
DECIBELS 4} DISCONTINUITY ittt §
'D. EH w £ E =
WELD = -~ |& s |s 3 [~
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<= |@e |0« ERTEYE L
amnay |8 |2 |E |8 5| 0§
#2410 P14 ) z &
£ oo Length Sound | Depth from From™™ | From'y §
a b| e| d]- i Path Surface mx [ iy @
. it L i : a
BKDO4AS-008-122 | 1R 7o 40 ACC, 100%

AFTER B-WR 15857

BLANK

EXAMINED BY 4%

REVIEWED BY W &
,{E:‘ kahft/!

hiia .
LEVEL-1i sioN | DATE ) /,, : /,,1} LeveL-1l SN~ DATE ?"/’. 0. ?__7
HifEE / acM /1l *CUSTOMER '
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REPORT OF ULTRASONIC EXAMINATION

i

AWS D1.5-2002

AWS D1.5-2002{Table 6.3)

ZPQC-UT-01

1HEF"DRT NO., H%EY B7B7-UT-16622R1 DATE 2010,10.27 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : | ¥im ') ZPOG-TAT CONTRACTOR : CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.; 04-0120F4
) BIKE PATH BKO04-001
F A iy TR e R
REFERENCING CODE *: ¥4 ACCEPTANCE STANDARD f&-F btk PROCEDURE NO. 175 )

WELDING PROCESS /4L /il JOINT TYPE Iy i CALIBRATION DUE DATE {3 5 b (41 50
SMAW BUTT Dec. 28" 2010
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BLANK
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENC Armald Schwarzenegger, Governor
== — e = —————

DEPARTMENT OF TRANSPORTATION I
DIVISION OF ENGINEERING SERVICES f ]
Office of Struciural Materials

Quality Assurance and Source Inspection

Bay Area Branch

Contract #; 04-0120F4 -

690 Walnut Ave St. 150 Cry: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 945082.1133 e i s

(707) 648-6453 File #:  69.25B

(707) 6408-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Loeation: Changxing lsland, Shanghai, P.R. China Report No: NCR-000861
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 11-Oct-2010
Submitting Contractor: Zhenhua Port Machinery Company. Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0823

%

Type of problem:

Welding [ Concrete [ Other
Welding L] Curing L] Procedural ] Bridge No:  34-0006
Joint fit-up [ Coating [ Other Component: Lift 5 Grillage Plawe

Procedural [J Procedural [l Description:

Reference Description:  Lift 5 West Shaft: Missed MT Crack at Skin D and Transverse Plate

Deseription of Non-Conformance:

During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located in West Tower lifi
3 Grillage plate, WSD1-TL3-4B/F-3, this Quality Assurance (QA) Inspector discovered the following issues:

-One longitudinal toe erack measuring approximately 40mm in length,

-The weld is identified as: WSDI-TL5-4B/F-3.

-The Weld is a Complete Joint Penetration (CJP) weld. joining the grillage plate 1o skin plate.
-The material is Non Seismic Performance Critical Member (NOX SPCM)

-The member is located in Bay 11,

ad ——

-The Notice of Witness Inspection Number (NWIT) is 06917, The indication is located on CJP weld area that
has been previously tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract
documents. ZPMC's QC personnel are required to perform 100% MT inspection of this weld. The attached
photographs provide additional detail. -

< l‘—.3

(3« WSHISTLS4B/F-3;

—
il
Y, Location from top sideShmine

Longitudina@inear indication abserved Sres Toe crack.

\pprox- 40mm in length y
i 10412090 0054

'hf.’. PE-15 Chuiiy Asnwenice — Newel oaformance Beport Page Far 2
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REPORT OF MAGNETIC PARTICLE EXAMINATION

|
il ) e A
REPORT MO, {489 TT67-MT-11297R1 DATEI W] 2010.10.13 PAGE OFII#4 111 Revision No: @
[PROJECT NO. CONTRACTOR: =
ZP0G-787 i CALTRANS
-!:Eﬁ ",1'-'.'. m J -
|DRAWING NO. WSD1-TLS-48/F CALTRANS CONTRACT NO.:
04-0120F4
4 FIFTH LIFTING TOWER(W) Ind CER S
|REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO, CALIBRATION DUE DATE
2 AR TR R B Y L T 0
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%" 2010
EQUIPMENT 4 MANUFACTURER i il MODEL HO. H 3l SERIAL NO. d#lin g
MT YOKE PARKER B310S 5385 5617 5620
IMAGNE"IH“G METHOD Continuous magnetic YD‘“.I! CURRENT
. AC
Ttk ARk REARE MR HiHE
|PARTICLE TYPE Dry magnet powder YOKE SPACING
. T0—-150mm
-8 ] FHS T 4 ] 4
MATERIAL TO BE Y WELDING R4E4F
Material & thickness AT0OM-HPS-485WT2.2
EXAMINED O CASTING it 13 T
B O FORGING Uit BS/70/80mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
0 g
DISCONTINUITY fig bk
WELD 1D, o] ACCEPT REJECT REMARKS
S L) INDICATION TYFE LENGE:E iy e TH ik
{liiR e
WSD1-TL5-4B/F-3 1R1 ACC. 100%MT
AFTER T-WR3726
BLAMEK
|EXAMINED BY 48 REVIEWED BY iiT&

xusing ¥/}

. 4}
LEVEL-II 5!9‘: ! DATER M 7-::/0 Jp /3

A 117

]
LEVEL-1I” SIGN %4 | DATEEWN }a/p,,rt:u '%
1E &7 /aCM ’

25 SUEN J 1) DATE

2z)o. /2 |7

T F CUSTOMER

% SIGN / B V] DATE

(FORM# ZPQC-MTO01)
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STATE OF CALIFORNIA--BUSINESS TRANSPORTACTION AND HOUSING AGENCY Amold Schwarntonagger, Governor

DEPARTMENT OF TRANSPORTATION e
DIVISION OF ENGINEERING SERVICES AL
Office of Structural Materials E’{J"

Quality Assurance and Source Inspection S
Contract #: 04-0120F4
Bay Area Branch R A

850 Walnut Ave.St 150 Cly: SF/ALARte: 80 PM: 13.2/13.9

Valigjo, CA B4582-1133 ' 2
o7 SiniEaas File #: 69.25B

(707) 648-5483

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000862

Prime Contraetor: American Bridge/Fluor Enterprises, a JV Date: 13-0Oct-2010

Submitting Contractor; Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0824
—_— ——

Type of problem:

Welding L] Concrete [ Other [l

Welding [J Curing L] Procedural ]  Bridge No: 34-0006

Joint fit-up ] Coating [ Other Component: Lift 5 Grillage Plate

Procedural L] Procedural [] Description:

Reference Description: Missed UT Indication: West Lift 5 Grillage Plate

Description of Non-Conformance:

During the Quality Assurance Ultrasonic Testing (L'T) verification of welds located on grillage plate of West
Tower [ifi 5, this Quality Assurance (QA) Inspector discovered the following issues:

-One class "A” longitudinal indication measuring approximately S0mm in length.

~The depth of the indication is $7mm.

-The db rating is -2.

-The material thickness is 65mm.

-The weld is identified as: WSDI-TL5-4B/F-003.

-The Weld is a Complete Joint Penctration (CJP) with steel backing, T-joint, joining the orillage piate to the
skin plate (skin “D™).

-The *Y" location of the indication is | 10mm from top side

-The indication is clearly marked on the component,

-The member is located in Bay 11.

The Notice of Witness Inspection Number (NWIT) is 06938, The indication is located inside the area that has
been previously tested and aceepted by ZPMC Quality Control (QC) personnel. As per the contract documents,

£ZPMC’s QC personnel are required to perform 100% UT inspection of this weld.

-Autached photographs provide additional location details.

'h,f T8 Gl Assuramee — NooeComfurmmce Rt P Fof 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

{ Contitmed Page 2 of 2 )

BAY:#11

! “Locatiomofindication

L | West Tower lifes

it

Applicable reference:

AWS D1.5-02 Section 6.6.2 “The Contractor shall be responsible for visual inspection and ND'T described in 6.
7 and necessary correction of all deficiencies in materials and workmanship in conformance with the
requirements of Clause 3 and 6.26 and as specified elsewhere in the contract documents.™

AWS D1.5-02 Table 6.3 Specifies a class A indication for material thicknesses between 60mm and 100mm as
having a dbs rating of ~1 and lower.

Who discovered the problem:  Umesh D. Gaikwad

Name of individual from Contractor notified: Wang Jiang Hun

Time and method of notification: 1700, 10/13/10, Verbal

Name of Caltrans Engineer notified:  Sean Eagen

Time and method of notification: 1300, 10/14/10, Email

QC Inspector's Name: Deng Gai Sheng ;

Was QC Inspector aware of the problem: L] Yes ¥ No

Contractor's proposal to correct the problem: N -
Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpase of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact , who represents the Office of Structural Materials far
your project,

Inspected By: Ne Michael QA Inspector
Reviewed By: Devey Jim SMR

’h,f TL-15 Gl Assivanice - Now-Comfrmnnce Report e
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REPORT OF ULTRASONIC EXAMINATION

UTH G &5

|REFORT NO. &Y T787-UT-33T1R1 DATE 2010.10.22 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : I 8"} ZPOB-TBT CONTRACTOR : CALTRANS
[ITEMS NAME: BETH LPTING DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
N
WSD1-TL5-4B/F
P44 TOWER(W) B I T

REFERENCING CODE #=-i ¥

ACCEPTANCE STANDARD 184 kit

PROCEDURE NO. #1175 %

ﬁ’-@nmnmmﬁ Ea/a 71T

AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPAC-UT-D1
[WELDING PROCESS 111g Kik JOINT TYPE g2 CALIBRATION DUE DATE (& &k 720
SMAW CORNER-JOINT Dec. 28%7 2010
EQUIPMENT il % MANUFACTURER it il MODEL NO, {Friis 1} SERIAL NO. I}j-9)és )
UT SCOPE OLYMPUS EPOCH-4B 081610708
CALIBRATION BLOCK iflk COUPLANT bE ¢ i MATERIALITHICKNESS M FHZ
AWS IIW BLOCK TYPE 1 CM.C ATOSM-HPS-4B5WT2-Z 65/90mm
TRANSDUCER ##ik
MAMNUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
G i ) Rt Wit i mii sy Rt
AMERICA 70° 2.25MHz 0.75'%0.625' AMERICA 45" 2.25MHz 0.75'=0.625
Changchao 0 2.5MHz 20mm Reference Lovel 25 & ifIF 20dB
|Base metal Inspecled per AWS D1.5-2002 Section 6.18.5 0® UT OK.
DECIBELS 4} DISCONTINUITY Fititktt £
=
WELD =z L — E |5 |s = -~
z_ |8=|3.| = BslEsfE 52 2 LOCATION OF DISCONTINUITY 2_| &
0 = E E (I -§ .ES E E E’ E -.-Lf ‘ E w =
IDENTIFICATION [E ik S5 5% | S E5 4|58 Tz Y (mm) 2| =
s=|af|CE|F F R = — | 2% | 1
waanmy |8 (8 | |9 g e - g
L - Length R 2RI TOM | erom | Fromy E
a|lb(c|d e Path Surface Hix Y @
2 ] el i : a
WSD1-TL5-4B/F-3 | 1R1 | 70 45 Acc. | 100%
45 ag acc, | 100%
AFTER T-WRav727
BLANK
[EXAMINED BY:1:# REVIEWED BY Wi k5
b -
* Shena _lebzmén Y
LeveL i sigd | D{TE }g/p JO A LEVEL-Il SIGN | / DATE }v/.: . /0. 2
Wi itE2 0 2 oM MM CUSTOMER
L]
Ly p'.."ﬁ!-n)iz}m_

W5 SIGM [ FlIf] DATE

(FORME ZPQC-UTO1)
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION - - o
DIVISION OF ENGINEERING SERVICES # % 1
Dffice.of Strucliral Materials | e
Quality Assurance and Source Inspaction EE e
Contract #: 04-0120F4
Bay Area Branch : N
690 Walnut Ave St, 150 Cry: SF/ALA Rie: 80 PM: 13.2/13.9
Vailejo, CA 84592-1133 e L i
(107 6485453 File #: 69.25B
(707) 48-5403
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000866
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: [17-Oct-2010

Submitting Contractor: Zhenhua Port Machinery Company, Lid (ZPMC), Changxing Island NCR #: ZPMC-DR28

Type of problem:

Welding Ll Concrete [ Other
Welding [ Curing Ll Procedural [ Bridge No: 34-0006
Joint fit-up ] Coating [ Other Component: OBG Segment 12AE DP

Procedural [J Procedural [ Description: Missed UT Indication by QC

Reference Deseription: QA found a missed UT indication after ZPMC had tested and aceepted these weld in
Segment | 2AE Deck Panel Diaphragm

Description of Non-Conformance:

During the Quality Assurance (QA) Ultrasonic Testing (UT) verification of weld located on OBG Segment

12ZAE, this QA Inspector discovered the following issue:

-One Class “A™ indication measuring approximately 20mm in length.

-The Indication rating is —9dB and length approximately 20mm,

-The thickness of the plate is 14mm and depth of the indication spproximately Smm.

-The indication is located on the weld joint identified as SEG3001J-002,

-The “Y™ location for this indication is approximately 280mm from deck panel.

-The weld is a Complete Joint Penetration (CJP) bunt jointjoining deck panel diaphragm (X382 E) to deck

panel diaphragm (X3021G).

-The indication is clearly marked by QA on/near the weld.

-OBG Segment 12AE is located in outside yard (west side of Blast Shop 1).

The Notice of Witness Inspection Number (NWIT) is 006956, The indication is located within the area that has

been previously tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents,

ZPMC’s QC personnel are required 1o perform 100% UT inspection of this weld.

Applicable reference:

-AWS D1.5-2002, Section 6, Table 6.3. Specifies o class A’ indication as having a db rating of =10 and lower

for weld thicknesses 8mm through 20mm.

-Special Provisions Section 8.3; “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior 10 welding, during
welding, and afier welding as specified in this section and o ensure that materials and workmanship conform
1o the requirements of the contract documenis,”

Whao discovered the problem:  Vibin Kumar §

-h,‘_ Tl 1 5, Chuneliny Assurrontee = Mow-Crrgfrivminee Hepoiry Pasge d i 2
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

{ Contimied Puge 20 2 )

Name of individual from Contractor notified: Wang Heng
Time and method of notifieation:  15:00 hours 10/17/10 Verbal
Name of Caltrans Engineer notified:  Laraine Woo, Ching Chao
Time and method of notification:  16:00 hours 10/18/10 Fmail

QC Inspecior's Name: Li Ping

Was QC Inspector aware of the problem: L] Yes 4 No
Contractor's proposal to correet the problem:

NIA

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpese of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, ~(86) 134.7247.7571. who represents the

Office of Structural Materials for vour project.

Inspected By:  Tsang.Eric

SMR

e ———

Reviewed By: Wahbeh Mazen

ad

.h-‘* TE-I 5 Chndiey cssvmsmiee — Mo Conformmimee H:".l'_lrl.l']'

SMR
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REPORT OF ULTRASONIC EXAMINATION

REPORTNO. MY BIET-UT-16973R1  DATE 20101027  PAGE 1 OF 1 Revision No: 0
PROJECT NO, : | ¥ !} ZP0G-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
12AE DECK PLATE SEG30014
il I ] 1

AWS D1.5-2002

REFERENCING CODE == 1

ACCEPTANCE STANDARD &3 ol

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. i85 4}

WELDING PROCESS H'& fik

JOINT TYPE #5710

CALIBRATION DUE DATE (i 28 by {74 i

4
LEVEL-1i SIGN/!  DATE 2., /p Jor7]

REEIEZEB BY Wi &

LeveL-u sion//  DATE }0/4 Jos 7

|Fcaw BUTT Dec. 28" 2010
EQUIPMENT il MANUFACTURER i3 a8 MODEL NO. FfatHa ) SERIAL NO. I} i 4
UT SCOPE AMERICA EPOCH 4B 071565511
CALIBRATION BLOCK ifik COUPLANT &40 MATERIALITHICKNESS M1
AWS IIW BLOCK TYPE Il C.M.C ATOOM-345T2-X 14mm
TRANSDUCER # 4
MANUFACTURER ANGLE FREQLEMCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
Al ofy il iy R kg i e Rt
AMERICA To® 2.25MHz 0.75%0.625in
Reference Level &4 B0 20dB
Base melal inspecied per AWS D1.5-2002 Seclion 6.19.5 0® UT OK.
DECIBELS#t 1l DISCONTINUITY fifbil: B
. =
[}
WELD S |3 |y |~ls |2 _[5.ls 3 2
z |Sx|c.|® ES E =i §h§ g LOCATION OF DISCONTINUITY s W%
o |s || = 28ls8g 8 3 St T
IDENTIFICATION |E 1k |52 | =% | S EAE Sl e AL R (mm) 2= | «
3=|8&(8% o F [ [ 2% | £
HEE @R =] 4 u 2
HE B = o = Longth, | S0und | Depthfrom | = From¥ E @
a|lb|c| df 1:‘1 1 Path Suriace r;u': - ::’: 8
= mi FIE ey [=}
SEG3001J-002 1R1| 70 i ACC. | 100%
AFTER B-WR1B070
BLAMK
[EXAMINED BY £

R / acm

%7 BIGN | B DATE

Jofo -fo 1)

AP CUSTOMER

&7 SIGN / B DATE

(FORM# 2PQC-UT01)




STATE OF CALIFORNIA-BUSINESS TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenogger, Governar

DEPARTMENT OF TRANSPORTATION =
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials !;;_;{;}".fr
Quality Assurance and Source Inspection A=
Contract #: 04-012014
Bay Area Branch x -
690 Walnut Ave S 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 84592-1133 e o °
phsomgelaysipin File #: xx.25B
(707) B48-5493
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Chuangxing Island, Shanghai, China Report No: NCR-0D00868
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 18-Oct-2010

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0830

Type of problem:

Welding Conerete [ Other &,
Welding L] Curing Ll Procedural (]  Bridpe No: 34-0006
Joint fit-up ] Coating ] Other L] Component: SA3361-001 Lift 14 East Anch Vertical Plate

Procedural Procedural [] Description:

Reference Deseription: Missed UT Indication Discovered by Quality Assurance

Description of Non-Conformance:

During the Quality Assurance Ultrasonic Testing (U'T) review of welds located on OBG Sub Assembly
SA3361-001 this Quality Assurance Inspector (QA) discovered the following issues:

-One ultrasonic longitudinal linear indication measuring approximately 15mm in length on a 40mm thick plate.
-The weld is identified as: SA3361-001-001,

-~Indication rating is 0 dbs.

-Depth of indication is 12mm

-Y location is approximately 1420mm from the edge of the plate.”

-The weld is a Complete Joint Penetration (CJP) joint, joining web plate X4757A to web plate X4757B.
-The OBG Sub assembly SA3161-001 is located in Bay.4awest side. —

The NDT Inspection Notification Sheet is Document No. 07013, The indication is located within an area that
has been previously tested and accepled by ZPMC Quality Control (QC) personnel., According 1o the contract

documents, ZPMC's QC personnel are required to perform 100% UT inspection of this weld.

Please reference the following attached pictures:

h._'_ L1 5, Cowalite Axsmrinsoe — Now-Confornynce Ripos P ikt 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continned Page 20f 3 )

20101018 1503

Applicable reference: .

Special Provisions Section 8.3 - “Quality Control (QC) shall be the responsibility of the Contractor, Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section asid o ensiite that materials and workmanship conform
to the requirements of the contract documents.”

AWS DL.5 (02) Table 6.3 - “Specifies a Class A indication having a dbs rating of 4 and lower Fﬂr material
thicknesses between 38mm and 60mm.™

Who discovered the problem:  Rene Hernandez

Name of individual from Contractor notified: Wang Wen Bin

Time and method of notification: 1430 hours, 10/18/10, Verbal

Name of Caltrans Engineer notified:  Ching Chao

Time and method of notification:  10:00 hours, 10/20/10, Email

QC Inspector's Name: Chen Xi

Was QC Inspector aware of the problem: L] Yes ¥ No

Contractor's propasal to correet the problem:

NA

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations

WP TS Oty s — Nea Conformance Report P 20 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

{ Comtinted Page 3of' 3 )

concerning repairs or remedial efforts please contact Mazen Wahbeh,(818) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Devey Jim SMR
Reviewed By: Wahbeh Mazen SMR

‘h_'_ TL-L3, (hwviafere dssnivansi o —~ Newi-Crafisrmgnee Repone Page 3.0f




REPORT OF ULTRASONIC EXAMINATION

UTH 8 &

REPORT NO. #i{i#y B7BT-UT-17146R1 DATE 2010.10.24 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : | if5 ') ZPOG-7E7 CONTRACTOR : CALTRANS
[ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
PLATE PANEL i
45 SPLICE RN i 1 PR
REFERENCING CODE * 4 v ACCEPTANCE STANDARD &4 PROCEDURE NO. 1t )
AWS D1.5-2002 AWS D1.5-2002{Table 6.3) ZPQC-UT-01
WELDING PROCESS #/{& fiiL JOINT TYPE &4 4 1! CALIBRATION DUE DATE {5 b 1 4] %)
FCAW BUTT Dec. 28°' 2010
EQUIPMENT il # MANUFACTURER %4 ify MODEL NO. |¥ it SERIAL NO. 1751
UT SCOPE OLYMPUS EPOCH 48 081610708
|cALIBRATION BLOCK i1 COUPLANT U {5l MATERIALITHICKNESS ] 11 jif
AWS IIW BLOCK TYPE Il c.M.C AT0OM-345F2 40mm
TRANSDUCER ik
MANUFACTURER | ANGLE FREQUENCY SIZE  |MANUFACTURER| ANGLE | FREQUENCY SIZE
ity iy e HE R it i R Rt
AMERICA 70" 2.25MHz | 0.75%0.625in
Reference Lovel &5 BT 20d8
|Base melal inspecied per AWS D1,5-2002 Seclion 6.18.5 0" UT OK.
DECIBELS4 DISCONTINUITY Fifiskyt £
=1
=] w g ,
WELD = A g |5 s 2 s
Z 0w §H = % gggiﬁg LOCATION OF DISCONTINUITY 2 | *
= = | W3] ] A Tl =
=802 |, F & e S & &
anay |8 |2 |E |9 £% | E
AT o ) E 3
= o Sound | Dapth from g |
a|lble|df L"'i.'_‘“m"” Path | Surface F':f;x R g
. M| s : - a
SA3361-001-001 | 1R1 | 70 43 Acc. | 100%
AFTER B-WR16066
BLANK
EXAMINED BY 4% RE#.-‘IEiHET? Hi 4
a’;{,eaw} =7
|LEVEL -1 sna( ) oAte 30/:? Jo Y LEVEL -1 SIGN |~/ DATE }o/f-’ Jo-7, L,ﬁ
Bifité3 / acm N Fl F'CUSTOMER
A
N/ EI )i DATE 7%, fo. Lt % SIGN | )il DATE

(FORM# ZPQE-LITM]




STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Governaor

DEPARTMENT OF TRANSPORTATION o,
DIVISION OF ENGINEERING SERVICES F A
Office of Structural Materials B, e
Quaiity Assurance and Source Inspection | e
Contract #: 04-012014
Bay Area Branch #
590 Walnut Ave St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallgjo, CA 94592-1133 T
(707} B49-5453 File#: 69.25B
(707) 648-5493
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Loeation: Changxing lsland, Shanghai, P.R. China Report No: NCR-000869
Prime Contractor: American Bridge/Fluor Enterprises, o JV Date: 19-Oc1-2010

Submitting Contractor: Zhenhua Port Machinery Company, Lid (ZPMC), Changxing Island NCR #: ZPMC-0831
—_— e ———

Type of problem:

Welding Ll Conerete [ Other ]

Welding L] Curing Ll Procedural [ Bridge No: 34-0006

Joint fit-up [ Coating [ Other ¥l  Component: Segment 12AE Floorbeam Joint

Procedural [] Procedural (] Description: Missed UT Indication by QC

Reference Description: QA found a missed UT indication after ZPMC had tested and accepted the weld in
Segment |2ZAE Floorbeam Joint

Description of Non-Conformance:

During the Quality Assurance (QA) Ultrasonic Testing (UT) verification of weld located on Segment 12AE,

this QA Inspector discovered the following issuc:

- One (1) Class "A" indication measuring approximately 25mm in length.

- The Indication rating is —5dB and length approximately 25mm.

- The thickness of the plate is 30mm and depth of the indication is approximately 15mm,

- The indication is located on the weld joint identified as SEG3007 1H-020.

- The *¥™ location for this indication is approximately 500mm from Bottom plate.

- The weld is & Complete Joinmt Penetration (CIP) butt joint, joining Floor Beam FB3033A (X36809A) 1o Floor

Beam FBO3031A (X3003E).

- The indication is clearly marked by QA on/near the weld.

- This weld is identified as Seismic Performance Critical Member (SPCM).

- OBG Segment 12AE is located at the owside yard west side of Blast Shop 1.

-The Notice of Wilness Inspection Number (NWIT) is 006956, The indication is located within the area that

has been previously tested and accepted by ZPMC Quality Control (QC) personnel. As per the contruct

documents, ZPMC's QC personnel are required to perform 100% UT inspection of this weld.

'h,* T LA Chnline Axvrins — Non-Confinmmmce ,fh.-jjrl.r]’ Pige [ of 2




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

{ Contined Page 2 of 2 )

ment 12AE

OBG Se
$ SEG3001H-020

Weld #

a
5

: 'ill:llllll 1

IS0 Epprox
G H-020 5 /

Applicable reference;
-AWS DI1.5-2002, Section 6, Table 6.3: “Specifies a class A indication as having a dBs rating of -8 and lower
for weld thicknesses 21mm through 38mm.”

-Special Provisions Section 8.3: “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding. during
welding. and after welding as specified in this section and to ensure that materials and workmanship conform
1o the requirements of the contract documents.™

Who discovered the problem:  Vikram Singh

Name of individual from Contractor notified: Wang Heng
Time and method of notification: 1530 hours, 10/19/10, Verbal
Mame of Caltrans Engineer notified:  Laraine Woo, Ching Chao
Time and method of notification: 1500 hours, 10/20/10. Email
QC Inspector's Name: Wang Wei Ming

Was QC Inspector aware of the problem: Ll Yesd No
Contractor's proposal to correct the problem: - o
NIA

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations, Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, ~(86) 134.7247.7571. who represents the
Office of Structural Materials for your project.

Inspected By: Tsang.Eric 5MR

Reviewed By: Wahbeh.Mazen SMR
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 Fi |e # XX.25A
(707) 649-5453 . AX.LOf

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000864
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date.  28-Oct-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0820

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other Component:

Procedural [ Procedural [ Descripton:

Date the Non-Confor mance Report waswritten: 10-Oct-2010

Description of Non-Conformance:

During the Quality Assurance (QA) Ultrasonic Testing (UT) review of welds |ocated on the Bike Path, these
QA Inspectors discovered the following issues:

-Two (2) Class“A” indications measuring approximately 25-30mm in length.

-The welds are Complete Joint Penetration butt joints joining the stiffener to stiffener.

-Theindication details are given as below:

1. TheIndication rating is +3dB and length approximately 25mm.

The nominal thickness of the plate is 10mm and depth of the indication approximately 6mm.

Theindication is located on the weld joint identified as BK004A5-001-112.

The*Y” location for thisindication is approximately 50mm from top edge of the stiffener.

The weld is a Complete Joint Penetration (CJP) butt weld joint splice of stiffener (BKX7) to stiffener (BKX7).

2. The Indication rating is +8dB and length approximately 30mm.

The nominal thickness of the plate is 10mm and depth of the indication approximately 8mm.

Theindication is located on the weld joint identified as BK004A5-008-122

The*“Y” location for thisindication approximately 50mm from deck plate.

The weld is a Complete Joint Penetration (CJP) butt weld joint splice of stiffener (BKX7) to stiffener (BKX7).

-Theindications are clearly marked by the QA Inspectors near the weld.
- The OBG Bike Paths are located in the inside of fabrication bay 19.

The Notice of Witness Inspection Number (NWIT) is 006908. The indications are located within the area that
has been previously tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract
documents, ZPMC’'s QC personnel are required to perform 100% UT inspection of thisweld.
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

Contractor's proposal to correct the problem:

Contractor proposesto repair the weld indication, and provide NDT report to prove the weld is acceptable.
Contractor will monitor the inspector who missed the indication, and take disciplinary action should be
continuously making similar mistakes.

Corrective action taken:

Contractor repaired and provided acceptable NDT records to close the issues. Contractor has identified the
inspector responsible and is monitoring his performance.

Did corrective action require Engineer's approval? [] Yeslvl No

If so, name of Engineer providing approval: Date:
|s Engineer'sapproval attached? [] Yeslvl No

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations

concerning repairs or remedial efforts please contact Wahbeh, Mazen 818-292-0659, who represents the Office

of Structural Materials for your project.

I nspected By: Ng,Michagl Quality Assurance | nspector

Reviewed By: Devey,Jm QA Reviewer
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